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(57) Abstract: Loop materials are provided for touch fastening. The loop materials include a web of nonwoven fibrous material 
defining a plane, the web including: (a) raised areas, elevated above the plane of the web, defining loops constructed for engagement 
with male touch fastener elements; (b) rib areas surrounding the raised areas to anchor the loops; and (c) between the rib areas, either 
open areas, or planar areas that are substantially in the plane of the web. 
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LOOP MATERIALS FOR TOUCH FASTENING 

TECHNICAL FIELD 

This invention relates to loop materials for touch fastening. 

BACKGROUND 

This invention relates to loop material, particularly to material to be engaged 
with hooking members to form a fastening, to its manufacture and use, and to 
fasteners comprising such loop material. 

hi the production of woven and non-woven materials, it is common to form 
the material as a continuous web that is subsequently spooled. In woven and knit loop 
materials, loop-forming filaments or yarns are included in the structure of a fabric to 
form upstanding loops for engaging hooks. As hook-and-loop fasteners find broader 
ranges of application, especially in inexpensive, disposable products, some forms of 
non-woven materials have been suggested to serve as a loop material to reduce the 
cost and weight of the loop product while providing adequate closure performance in 
terms of peel and shear strength. Nevertheless, cost of the loop component has 
remained a major factor limiting the extent of use of hook and loop fasteners. 

To adequately perform as a loop component for touch fastening, the loops of 
the material must be exposed for engagement with mating hooks. Unfortunately, 
compression of loop material during packaging and spooling tends to flatten standing 
loops. In the case of diapers, for instance, it is desirable that the loops of the loop 
material provided for diaper closure not remain flattened after the diaper is unfolded 
and ready for use. 

Also, the loops generally should be secured to the web sufficiently strongly so 
mat the loop material provides a desired degree of peel strength when the fastener is 
disengaged, and so that the loop material retains is usefulness over a desired number 
of closure cycles. The desired peel strength and number of closure cycles will depend 
on the application in which the fastener is used. For example, a higher number of 
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closure cycles is typically required when the fastener is used in a bag closure than 
when the fastener is used in a diaper closure. 

The loop component should also have sufficient strength, integrity, and secure 
anchoring of the loops so that the loop component can withstand forces it will 
5 encounter during use, including dynamic peel forces and static forces of shear and 
tension. 

SUMMARY 

We have realized that non-woven fabrics constructed with certain structural 
features are capable of functioning well for their intended purpose as hook- 

10 engageable loop fabrics, while providing particular advantage in regard to expense of 
manufacture and other properties. 

According to one aspect, the invention features a loop material for touch 
fastening that includes a web of nonwoven fibrous material defining a plane. The 
web includes (a) raised areas, elevated above the plane of the web, defining loops 

15 constructed for engagement with male touch fastener elements; (b) rib areas 

surrounding the raised areas to anchor the loops; and (c) between the rib areas, planar 
areas that are substantially in the plane of the web. 

According to an alternate aspect of the invention, the web includes, instead of 
planar areas, open areas (apertures) between the rib areas. 

20 Implementations of the invention may include one or more of the following 

features. The rib areas include a polymeric reinforcing material. The rib areas extend 
above the plane of the web. The planar areas include unbonded fibers, i.e., the fibers 
in the planer areas are substantially unfused. The planar areas are substantially free of 
polymeric reinforcing material. Alternatively, the planar areas include fibers backed 

25 by a layer of polymeric reinforcing material. The rib areas include closed members 
(closed geometric shapes) that surround the raised areas. The raised areas are 
polygonal and the closed members include polygons. Alternatively, the raised areas 
are substantially dome-shaped and the closed members include rings or ellipses. The 
rib areas further include connecting members extending between the closed members. 

30 The closed members and the connecting members together define a network. The 
open areas and the network define a net material. The web is a carded web. The 
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carded web includes staple fibers. The polymeric reinforcing material is the same 
material as the fibrous material. At least some of the closed members are tangential 
to each other. 

In a further aspect, the invention features a loop material for touch fastening 
including a web of nonwoven fibrous material defining a plane, the web including: (a) 
raised areas, elevated above the plane of the web, defining loops constructed for 
engagement with male touch fastener elements; and (b) rib areas surrounding the 
raised areas to anchor the loops, the rib areas having a height of at least 0.003 inch 
above the plane of the web. 

The invention also features methods of forming loop materials. 

In one aspect, the invention features a method of forming a loop material for 
touch fastening. The method includes: (a) passing a nonwoven web through a nip 
between a flat roll and an embossing roll; and (b) during step (a), applying pressure to 
the nonwoven web. The embossing roll includes a patterned surface comprising 
depressions, grooves and lands which correspond, respectively, to raised areas, rib 
areas and planar or open areas of the loop material, the raised areas defining loops 
constructed for engagement with male touch fastener elements, and the rib areas 
surrounding the raised areas to anchor the loops. 

Implementations of this aspect of the invention may include one or more of 
the following features. The nonwoven web has a basis weight of less than about 1 
osy, more preferably less than about 0.5 osy. The method further includes heating at 
least one of the rolls to a temperature of from about 250°F to 400°R Step (b) is 
conducted at a pressure of from about 1,000 psi to 20,000 psi, more preferably at least 
10,000 psi. 

By "hook-engageable" and similar terms used above and throughout this 
specification, we mean that the loop material defines openings of size adequate to 
receive the tip or head portion of a male fastener element (such as a hook-shape or 
tnushroom-shape element, for instance) for forming a fastening, and that the openings 
are exposed and extended for engagement. 

The invention can provide an inexpensive loop product which can effectively 
engage and retain hooks, such as in hook-and-loop fasteners. The loop product can be 
particularly useful in combination with extremely small, inexpensive molded hooks as 
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fasteners for disposable products, such as diapers, medical devices or packaging. We 
have found, for instance, that the structure of the material, described below in more • 
detail, helps to prevent permanent flattening of the loops and provides some 
advantageous crush resistance. 

Moreover, the balance of properties of the loop material (e.g., cost, weight, 
strength and durability) can be easily adjusted, as will be discussed below. 

Other features and advantages of the invention will be apparent from the 
description and drawings, and from the claims. 

DESCRIPTION OF DRAWINGS 

Fig. 1 is a microphotograph of a loop material according to one embodiment 
of the invention. Fig. 1 A is a microphotograph showing an enlarged end view of the 
loop material of Fig. 1. 

Fig. 2 is a schematic plan view of the loop material shown in Fig. 1 . Fig. 2A is 
an enlarged schematic cross-sectional view of the loop material of Fig. 2, taken along 
line A- A. Fig. 2B is a further enlarged detail view of area B of Fig. 2 A. 

Fig. 3 is a schematic plan view of a loop material according to another 
embodiment of the invention, in which the loop material includes connecting ribs. 
Fig. 3 A is an enlarged detail view of a portion of the material shown in Fig. 3. Fig. 
3B is a cross-sectional view of a single rib, taken along line B-B in Fig. 3 A. 

Figs. 4 and 5 are schematic plan views of loop materials according to other 
alternate embodiments of the invention. 

Fig. 6 is a perspective view of an embossing roll used in manufacturing the 
loop material shown in Fig. 3. Fig. 6 A is a highly enlarged view of detail A in Fig. 6. 
Fig. 6B is a partial cross-sectional view taken along line B-B in Fig. 6 A. 

Figs. 7 and 8 are partial cross-sectional views similar to that shown in Fig. 6B, 
but showing alternate geometries for the roll surface. 

DETAILED DESCRIPTION 

Preferred loop materials include a nonwoven web having raised areas, 
elevated above the plane of the web, which define loops constructed for engagement 
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with male touch fasteners. The raised areas provide regions of loose, uncompressed 
fibers that are capable of being engaged by hooking elements. The raised areas axe 
surrounded by rib areas, which preferably include a bead of polymeric reinforcing 
material. Portions of the loose fibers are embedded and fixed in the polymeric 
material and can therefore support loads from the engaging hooks. Between the rib 
areas lie other areas which may either be open areas, or planar areas of the nonwoven 
web, as will be discussed in detail below. 

A preferred loop material is shown in Figs. 1-1 A and 2-2B. In this , 
embodiment, the loop material 10 includes raised areas in the form of loop domes 12, 
ring-shaped rib areas 14 surrounding the loop domes 12, and connecting rib areas 16 
extending between the ring-shaped rib areas 14. Between the rib areas 14, 16 lie 
planar areas 18 of compressed fibers. The planar areas 18 lie substantially in the 
plane of the web, and are not intended for engagement with hook members. 

In the embodiment shown in Figs. 1-1 A and 2-2B, the loop material 10 may be 
formed by passing a lightweight nonwoven web and a polymeric film layer through 
an embossing roll under pressure, as will be discussed in further detail below. The 
embossing roll includes channels corresponding to the rib areas 14, 16, along which 
the polymer of the film layer can flow in response to the applied pressure. As a 
result, the polymer provided by the film layer migrates preferentially into the rib 
areas, leaving the planar areas and loop domes relatively free of polymer. The highly 
compressed fibers in the planar areas are lightly bonded to each other by the 
remaining polymer, producing a very thin and flexible film in this area. The 
displacement of most of the polymer into the rib areas creates an overall flexible 
fabric. 

The ratio between the planar areas and raised areas may be adjusted to 
produce plastic ridges of sufficient dimension to be an effective fiber anchor using a 
polymeric film of any desired thickness. A high ratio of planar areas to raised areas 
ensures good fiber anchoring, but reduces the amount of available hook engaging 
fibers. The planar areas should- comprise less than less than 50% of the total surface 
area of the loop material, preferably less than 25%, and more preferably less than 
10%. 
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Referring to Figs. 2A and 2B, the loop domes preferably have a height Hd of 
from about 0.030 to 0.100 inch. The ring-shaped rib areas preferably have a height 
H R of from about 0.003 to 0.030 inch, and a width Wr of from about 0.003 to 0.030 
inch. The planar areas preferably have a height H P of from about 0.003 to 0.010 inch. ' 
5 Referring to Fig. 3B, the connecting ribs 16 have a height He of from about 0.003 to 
0.030 inch, and a width Wc at the base of from about 0.003 to 0.030 inch. 

In an alternate embodiment, shown in Fig. 3, loop material 20 includes loop 
domes 12 and rib areas 14, as discussed above. In this embodiment, however, the 
connecting rib areas 16' connect every loop dome to all six adjoining loop domes, and 
10 the areas 20 in between the rib areas 14, 16 are open, rather than planar. In this case, 
all of the material between the rib areas, both fibers and polymer, has been forced into 
the rib areas, leaving an open net loop material. This material is lightweight, 
breathable and may in some cases be stretchable. 

The multiple connecting rib areas 16\ shown in Fig. 3, can also be used in 
15 embodiments in which the areas between the rib areas are planar fiber areas, rather 
than open areas. 

In an alternate embodiment, shown in Fig. 5, the loop material includes 
multiple parallel connecting rib areas 16. When multiple connecting rib areas are 
used, the polymer does not need to be displaced as far as is necessary to form the 
20 single connecting fib structure shown in Fig. 1 . This arrangement can be 

accomplished by using more resin than is used for the single connecting rib structure, 
and/or by making the multiple connecting ribs lower than the single connecting ribs, 
depending upon how much strength is required. 

The connecting ribs can also form a cross-hatch pattern with either round or 
25 square loop domes, e.g., as shown in Fig 4. 

Suitable nonwoven webs include carded webs, spunbonded webs, air-laid 
webs, hydroentangled webs, meltblown webs, wet-laid webs, and needled webs. The 
nonwoven web maybe formed of staple fibers or continuous fibers. 

Generally, carded webs formed of staple fibers are preferred. It is also 
30 preferred that the web have a low basis weight, preferably less than 1 ounce/yd 2 (osy), 
more preferably less than 0.5 osy. Low basis weight webs also have a low fiber 
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density. This produces a very open fiber structure in the raised areas that enables 
hook elements to easily penetrate and engage the fibers. 

Staple fibers are preferred because the strength or tenacity of each fiber is 
generally higher for a given fiber diameter than in nonwoven webs made from 
spunbonded or melt blown fibers. Also, staple fibers are available in a wider range of 
types and sizes, allowing more flexibility in designing a loop material with a desired 
balance of properties. 

The preferred carded webs may be produced using methods well known to 
those familiar with carding technology. Preferred webs include staple fibers of 2 to 
10 deniers, more preferably 3 to 6 deniers. The fibers are typically 1 to 6 inches in 
length, preferably 2 to 4 inches. Thus, the preferred fiber length is significantly 
greater than the preferred diameters of the loop domes 12. As a result, a single fiber 
will generally be anchored by several of the ring-shaped rib areas 14, resulting in 
secure anchoring of the fiber, and will be present in several loop domes 12. 

Suitable fiber resins include polyester, polyethylene, polypropylene, nylon and 
other thermoplastics. The fibers can be formed of a single resin or a combination of 
two or more resins. If a combination of resins is desired, this can be provided as a 
blend of single-component fibers, or as bicomponent fibers produced by co-extrusion, 
e.g., so that one resin forms a sheath around the other resin. 

When the nonwoven web is processed to form the loop material, the 
nonwoven web may be supported by a polymeric film, as discussed above, or 
unsupported. The polymeric film may be a thin thermoplastic film such as 
polyethylene, polypropylene, or polyvinyl chloride (PVC). The film thickness is 
preferably from about 0.0005 to 0.005 inches, more preferably from 0.001 to 0.003 
inches. 

The nonwoven web, either supported or unsupported, is passed through the nip 
of a high pressure heated set of calendar rolls. One of the rolls has a smooth flat 
surface and the other roll, the embossing roll, has a patterned surface comprising 
depressions, grooves, and lands which correspond, respectively, to the loop domes 12, 
connecting ribs 16 and planar or open areas 18 of the finished product. As the web 
passes through the nip, molten resin in the flat areas is forced into the grooves and 
forms the network of ribs 16 that interconnect the loop domes. It is generally not 
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necessary to provide grooves around the depressions to form the ring-shaped ribs; 
resin will flow from the flat areas around the inner periphery of the depressions, 
forming the ring-shaped ribs. 

The depth of the grooves will correspond to the desired height of the ribs, 
assuming that there is enough material to fill the grooves and sufficient pressure is 
applied at the nip. Generally, the depth D of the grooves (Fig. 6B) is between .003 to 
.030 inches. The width W of the grooves corresponds to the width of the connecting 
ribs at their top surface, again assuming that the grooves completely fill with resin. 

Figs. 6-6B show an embossing roll 100, which is suitable for making the 
product shown in Fig. 3 . Embossing roll 1 00 includes dome-shaped depressions 1 02, 
grooves 104, and lands 106. The grooves 104 can have the profile shown in Fig. 6B. 
This is generally the easiest shape to machine. 

Alternatively, the grooves 104 can have a semi-circular cross-sectional profile, 
as shown in Fig. 7, or a profile similar to that in Fig. 6B but with radiused or 
chamfered edges, as shown in Fig. 8. The transition region between the rib areas and 
the planar areas may in some cases be sensitive to rupture, in which case the 
geometries shown in Figs. 7 and 8, in which a transition zone (a softened edge such as 
a radius or compound radius) is provided, are preferred. 

In Fig. 7, the curved top edge 1 10 of groove 102 has a transition radius R T . 
The inside surface 1 12 of the groove is also curved, with a radius of curvature R. In 
Fig. 8, the top edge 1 10 of groove 102 includes a chamfered surface 1 14, which 
provides a transition angle A. 

Alternatively, some other form of tooling relief or approach angle may be used 
in that area to accomplish the same purpose. 

The temperature of the rolls and the pressure they apply will depend on the 
softening temperatures of the web fiber resin(s) and the polymeric film, if one is used. 
These parameters are adjusted to achieve the proper melt of the resin that will form 
the rib areas, without damaging the integrity or the functionality of the fibers in the 
raised areas. Different temperatures might also be required on the flat and patterned 
rolls to achieve the desired results. Typical temperatures can range from 250°F to 
400°F or more, depending on process speed, and pressures from 1,000 psi to 20,000 
psi or more, preferably at least 10,000 psi. 
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Examples of suitable combinations of materials include the following: (1) a 
carded web of polyester fibers with a melt temperature of 485°F and a support film of 
polyethylene that melts at 275°F; (2) a carded web of polyester fibers with a melt of 
485°F blended with 25% polyethylene fibers that melt at 275°F, with no support film; 
(3) a carded web of a co-extruded polyester fiber with an outer shell of polyester with 
a melt of 285°F and a core of a polyester with a melt of 485°F. In all of these 
examples there is a substantial melt temperature differential between the two resins in 
the overall structure. This allows a broader acceptable range of temperature and 
pressure. 

Alternatively, the web can be made entirely of a single type fiber, and the web 
itself can be used as the resin that forms the rib regions. This alternative will require 
more precise control over temperature and pressure. In this case, the transition 
between the ribs and planar areas tends to be particularly sensitive to rupture, and thus 
it is preferred that the groove geometry shown in Fig. 7 be used. 

In addition to, or instead of, selecting fibers and films of different melt 
temperatures, resins having different hardness characteristics can achieve similar 
anchoring effects. Relatively softer materials can flow to form rib areas and 
encapsulate harder fibers under high pressures, without requiring elevated 
temperatures during the embossing process. Eliminating heating will reduce the 
potential thermal damage to the hook engaging fibers. 

The geometry of the patterned roll can be selected to produce a desired end 
result. The domes and grooves can have any desired shape. The depressions must 
merely be deep enough to prevent excessive compression of the fibers or other 
damage to the functional fiber domes they produce. The spacing or lands between 
these depressions are designed such that, under the appropriate temperature and 
pressure for the chosen resins, they displace molten plastic into the grooves, as 
discussed above. 

The properties of the loop material can be relatively easily adjusted, by 
adjusting the amount of reinforcing resin used and/or changing the depth, number 
and/or arrangement of the rib members. If more resin is used, the loop material will 
generally be stronger, but also will be more expensive and heavier. If more rib 
members and/or thicker rib members are used, this will also generally increase the 
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strength of the loop material. Thus, in applications where high strength is not needed, 
the loop material can be engineered to be low cost and lightweight, while if high 
strength is required the loop material can be engineered to provide this property. 

Other embodiments are within the scope of the following claims. 

For example, the closed rib areas surrounding the raised areas have been 
shown as ring-shaped. However, these rib areas can have any desired shape, e.g., 
octagonal, square, triangular or diamond-shaped. Moreover, while the connecting rib 
areas have been shown as linear, if desired they could be curved or have any desired 
shape. 

Additionally, one or more additional layers can be applied to the loop material, 
e.g., in a post-process, for reinforcement or to provide other desired properties. 
Suitable additional layers include reinforcing scrims, glass filaments, pressure 
sensitive adhesives, and foams. These layers can be applied by any suitable method, 
e.g., by coating, laminating, or adhering. 
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WHAT IS CLAIMED IS: 

1. A loop material (10) for touch fastening comprising: 

a web of nonwoven fibrous material defining a plane, the web including: 

(a) raised areas (12), elevated above the plane of the web, defining loops 
constructed for engagement with male touch fastener elements; 

(b) rib areas (14,16) surrounding the raised areas to anchor the loops; and 

(c) between the rib areas, planar areas (18) that are substantially in the plane of 
the web. 

2. A loop material (20) for touch fastening comprising: 

a web of nonwoven fibrous material defining a plane, the web including: 

(a) raised areas (12), elevated above the plane of the web, defining loops 
constructed for engagement with male touch fastener elements; 

(b) rib areas (14, 16') surrounding the raised areas to anchor the loops; and 

(c) between the rib areas, open areas. 

3. The loop material of claim 1 or 2 wherein said rib areas comprise a 
polymeric reinforcing material. 

4. The loop material of claim 1 or 2 wherein said rib areas extend above the 
plane of the web. 

5 . The loop material of claim 1 wherein said planar areas comprise unbonded 

fibers. 

6. The loop material of claim 1 or 5 wherein said planar areas comprise fibers 
backed by a layer of a polymeric reinforcing material. 

7. The loop material of claim 1, 5 or 6 wherein said planar areas are 
substantially free of polymeric reinforcing material. 
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8. The loop material of any of the preceding claims wherein said rib areas 
comprise closed members that surround said raised areas. 

9. The loop material of claim 8 wherein said raised areas are polygonal and 
said closed members comprise polygons. 

10. The loop material of claim 8 wherein said raised areas are substantially 
dome-shaped and said closed members comprise rings or ellipses. 

1 1 . The loop material of claim 8 wherein at least some of said closed 
members are tangential to each other. 

12. The loop material of claim 8 wherein said rib areas further comprise 
connecting members extending between said closed members. 

13. The loop material of claim 12 wherein said closed members and said 
connecting members together define a network. 

14. The loop material of claim 13 wherein the open areas and network define 
a net material. 

15. The loop material of any of the preceding claims wherein the web 
comprises a carded web. 

16. The loop material of claim 15 wherein said carded web comprises staple 

fibers. 

17. The loop material of claim 3 wherein said polymeric reinforcing material 
is the same material as the fibrous material. 

18. A loop material (10) for touch fastening comprising: 

a web of nonwoven fibrous material defining a plane, the web including: 
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(a) raised areas (12), elevated above the plane of the web, defining loops 
constructed for engagement with male touch fastener elements; and 

(b) rib areas (14, 16) surrounding the raised areas to anchor the loops, the rib 
areas having a height of at least 0.003 inch above the plane of the web. 

19. A method of forming a loop material (10) for touch fastening, , the 
method comprising: 

(a) passing a nonwoven web through a nip between a flat roll and an 

embossing roll (100); and 

(b) during step (a), applying pressure to the nonwoven web; 

wherein the embossing roll (100) includes a patterned surface comprising 
depressions (102), grooves (104) and lands (106) which correspond, respectively, to 
raised areas (12), rib areas (14, 16) and planar (18) or open areas of the loop material 
(10), the raised areas defining loops constructed for engagement with male touch 
fastener elements, and the rib areas surrounding the raised areas to anchor the loops. 

20. The method of claim 19 wherein said nonwoven web has a basis weight of 
less than about 1 osy. 

21. The method of claim 19 wherein said nonwoven web has a basis weight of 
less than about 0.5 osy. 

22. The method of any of claims 19-21 further comprising heating at least one 
of the rolls to a temperature of from about 250°F to 400°F. 

23. The method of any of claims 19-22 wherein step (b) is conducted at a 
pressure of from about 1,000 psi to 20,000 psi. 

24. The method of claim 23 wherein step (b) is conducted at a pressure of at 
least 10,000 psi. 

25. The method of any of claims 19-24 wherein said web comprises a carded 

web. 
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26. The method of any of claims 19-25 further comprising, during step (a), 
passing a polymeric film through the nip with the nonwoven web. 

27. The method of any of claims 19-26 wherein the pressure applied is 
sufficient to cause material to flow from the planar areas into the rib areas. 



14 



WO 02/100207 



1/6 



PCT/US02/18373 




WO 02/100207 



3/6 



PCT/US02/18373 





CO 



"S3 y. v 

tin 




WO 02/100207 



4/6 



PCT/US02/18373 




FlCr.36 



WO 02/100207 PCTAJS02/18373 

5/6 




WO 02/100207 PCT/US02/18373 

6/6 




(12) INTERNATIONAL APPLICATION PUBLISHED UNDER THE PATENT COOPERATION TREATY (PCT) 



(19) World Intellectual Property Organization 

International Bureau 

(43) International Publication Date 
19 December 2002 (19.12.2002) 




ill 



PCT 



(10) International Publication Number 

WO 02/100207 A3 



(51) International Patent Classification 7 : A44B 18/00, 

D04H 1/54, 3/14, 13/00,11/08 

(21) International Application Number: PCT/US02/18373 

(22) International Filing Date: 11 June 2002 (1 1.06.2002) 

(25) Filing Language: English 

(26) Publication Language: English 



(30) Priority Data: 

60/297,500 



12 June 2001 (12.06.2001) US 



(71) Applicant (for all designated Slates except US): VELCRO 
INDUSTRIES B.V. [NL/NL1; 22-24 Castorweg, Curacao 
(AN). 

(72) Inventors; and 

(75) Inventors/Applicants (for US only): PROVOST, 
George, A. [US/US]; 27 Brook Road RFD #3, Litchfield, 
NH 03052 (US). SHEPARD, William, H. [US/US]; 7 
j Highland Drive, Amherst, NH 0303 1 (US). 

' (74) Agent: LEBER, Celia, H.; Fish & Richardson P.C., 225 
I Franklin Street, Boston, MA 021 1 0-2804 (US). 



(81) Designated States (national): AE, AG, AL, AM, AT, AU, 
AZ, BA, BB, BG, BR, BY, BZ, CA, CH, CN, CO, CR, CU, 
CZ, DE, DK, DM, DZ, EC, EE, ES, Fl, GB, GD, GE, GH, 
GM, HR, HU, ID, IL, IN, IS, JP, KE, KG, KP, KR, KZ, LC, 
1 K LR LS I J, LU, LV, MA, MD, MG, MK, MN, MW, 
MX, MZ, NO, NZ, PL, PT, RO, RU, SD, SE, SG, SI, SK, 
SL, TJ, TM, TR, TT, TZ, UA, UG, US, UZ, VN, YU, ZA, 
ZW. 

(84) Designated States (regional): ARIPO patent (GH, GM, 
KE, LS, MW, MZ, SD, SL, SZ, TZ, UG, ZM, ZW), 
Eurasian patent (AM, AZ, BY, KG, KZ, MD, RU, TJ, TM), 
European patent (AT, BE, CH, CY, DE, DK, ES, FT, FR, 
GB, GR, IE, IT, LU, MC, NL, PT, SE, TR), OAPI patent 
(BF, BJ, CF, CG, CI, CM, GA, GN, GQ, GW, ML, MR, 
NE, SN, TD, TG). 

Published: 

— with international search report 

Date of publication of the international search report: 

1 ' 24 July 2003 

For two-letter codes and other abbreviations, refer to the "Guid- 
ance Notes on Codes and Abbreviations'' appearing at the begin- 
ning of each regular issue of the PCT Gazette. 



(54) Title: LOOP MATERIALS FOR TOUCH FASTENING 



< 



o 




1 y 2 12 ^2B 12 

^ f k7\ 

16 \ QW9ai I 14 \ 

I 




(51) Abstract- Loop materials are provided for touch fastening. The loop materials include a web of nonwoven fibrous material 
definfn« a rime ^h!Zb including (a) raised areas (12), elevated above the plane of the web, defimng loops constructed for en- 
gjgemem wSmate tlch Ltene/e.ements; (b) rib areas (14, 16) surrounding the mised areas to anchor the loops; and (c) between 
fhe rib areas, either open areas, or planar areas (18) that are substantially in the plane of the web. 



iNT^pATIONAL SEARCH REPORT 



Internall^j^Appllcatlon No 

PCT/US 02/18373 



A. CLASSIFICATION OF SUBJECT MATTER 

IPC 7 A44B18/00 D04H1/54 D04H3/14 D04H13/00 D04H11/08 



According to International Patent Classification (IPC) or to both national classification and IPC 



B. FIELDS SEARCHED 



Minimum documentation searched (classification system followed by classification symbols) 

IPC 7 A44B D04H 



Documentation searched other than minimum documentation to the extent that such documents are included in the fields searched 



Electronic data base consulted during the international search (name of data base and, where practical, search terms used) 

EPO-Internal , WPI Data, PAJ 



C. DOCUMENTS CONSIDERED TO BE RELEVANT 



Category • Cilalion m iKumsni, wdh indication, where appropriate, of the relevant passages 



Relevant to daim No. 



WO 98 06290 A (MINNESOTA MINING AND 

MANUFACTURING COMPANY) 

19 February 1998 (1998-02-19) 

page 7, line 8 -page 11, paragraph 1 

page 13, last paragraph -page 14, line 11; 

claims 1,8,9; figures 1-7 

US 5 858 515 A (KIMBERLY-CLARK WORLDWIDE 
INC.) 12 January 1999 (1999-01-12) 
column 9, last paragraph -column 13, 
paragraph 1; claims 1,7-10; figures 1-6 

EP 0 882 828 A (COR0VIN GMBH) 
9 December 1998 (1998-12-09) 
column 2, line 29 -column 4, line 38; 
claims 1,10; figures 1,2 

-/-- 



1,18,19, 
25,26 



1,18,19, 
25,26 



1,18 



Further documents are listed in the continuation of box C. 



Patent family members are listed in annex. 



° Special categories of cited documents : 

•A' document defining the general state of the art which is not 
considered to be of particular relevance 

a E* earlier document but published on or after the International 
filing date 

V documeni which may throw doubts on priority cJaimfs) or 
which is cited to establish the publication date of another 
citation or other special reason (as specified) 

'O* document referring to an oral disclosure, use, exhibition or 
other means 

•P* document published prior to the international filing date but 
later than the priority date claimed 



•T* later document published after the international filing date 
or priority date and not in conflict with the application but 
cited to understand the principle or theory underlying the 
invention 

•X* document of particular relevance; the claimed invention 
cannot be considered novel or cannot be considered to 
involve an inventive step when the document Is taken alone 

"Y* document of particular relevance; the claimed invention 
cannot be considered to involve an inventive step when the 
document is combined with one or more other such docu- 
ments, such combination being obvious to a person skilled 
in the art. 

document member of the same patent family 



Date of the actual completion of the international search 



28 November 2002 



Date of mailing of the International search report 



05/12/2002 



Name and mailing address of the ISA 

European Patent Office, P.B. 5818 Patentlaan 2 
NL-2280 HV Rijswijk 
Tel (+31-70) 340-2040. Tx. 31 65teponl, 
Fax: (+31-70)340-3016 



Authorized oflicer 



Gamier, F 



Form PCT/ISA/210 (second sheet) (July 1992) 



INTERNATIONAL SEARCH REPORT 



Internati^^Applleatlon No 

PCT/US 02/18373 



C.(Continuatlon) DOCUMENTS CONSIDERED TO BE RELEVANT 



Category • Citation ol document, with indication .where appropriate, ot the relevant passages 



Relevant lo claim No. 



EP 1 078 582 A (YKK CORPORATION) 
28 February 2001 (2001-02-28) 

paragraph '0052! - paragraph '0054! 

paragraph '0059! 

paragraph '0066!; claim 1; figures 1-4,14 

EP 1 048 236 A (UNI-CHARM CORPORATION) 
2 November 2000 (2000-11-02) 
paragraph '0015! - paragraph '0025!; 
claims 1-4; figures 1-3 



1,18 



1,18 



I 

Form PCT71SA/210 (continuation of seoond sheet) (July 1992) 



INT 



EJttJ 

Inform 



ATIONAL SEARCH REPORT 

motion on patent family members 



Internatil 



"(^Application No 

PCT/US 02/18373 



Patent document 




Publication 




Patent family 




Publication 


cited In search rpnort 




date 




1 1 IwM IUCI I Oj 




data 


WO 9806290 


A 


19-02-1998 


US 


5904793 


A 


18-05-1999 








AU 


715930 


B2 


10-02-2000 








AU 


3801697 


A 


06-03-1998 








BR 


9711143 


A 


17-08-1999 








CN 


1227473 


A 


01-09-1999 








DE 


69711057 


Dl 


18-04-2002 








DE 


69711057 


T2 


18-07-2002 








EP 


0921738 


Al 


16-06-1999 








pp 

ES 


2170406 


T3 


01-08-2002 








IL 


128168 


A 


24-07-2001 








JP 


2001502928 


T 


06-03-2001 








WO 


9806290 


Al 


19-02-1998. 


US 5858515 


A 


12-01-1999 


AU 


700999 


B2 


14-01-1999 








AU 


1348497 


A 


28-07-1997 








6R 


9612354 


A 


13-07-1999 








CA 


2239164 


Al 


10-07-1997 








CN 


1209177 


A 


24-02-1999 








EP 


0870081 


Al 


14-10-1998 








PL 


327332 


Al 


07-12-1998 








TR 


9801181 


T2 


21-02-2000 








WO 


9724482 


Al 


10-07-1997 








RU 


2149933 


CI 


27-05-2000 








ZA 


9610867 


A 


27-06-1997 


EP 882828 


A 


09-12-1998 


DE 


19722748 Al 


03-12-1998 








EP 


0882828 Al 


09-12-1998 


EP 1078582 


* 

A 


28-02-2001 


JP 


2001061516 A 


13-03-2001 








BR 


0003906 A 


03-04-2001 








CN 


1286571 A 


07-03-2001 








EP 


1078582 Al 


28-02-2001 


EP 1048236 


A 


02-11-2000 


JP 


2000270908 A 


03-10-2000 








CA 


2300799 Al 


26-09-2000 








CN 


1268326 A 


04-10-2000 








EP 


1048236 A2 


02-11-2000 








US 


6332250 Bl 


25-12-2001 





Form PCT/ISA/210 (patent lamily annex) (July 1992) 



THIS PAGE BLANK 



(uspro) 



